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Description 

Background 

The present invention relates to a method for pro- 
ducing an absorbent structure in an absorbent article, 
such as a wound dressing and like articles. 

Many different embodiments of absorbent articles 
of this kind are known to the art. Conventionally, the 
absorbent bodies used in these products are produced 
by dry<ief ibering cellulose pulp contained, for instance 
in reels, bales or in sheet form, and converting the pulp 
to a pulp mat in a fluffed state, sometimes while admix- 
ing so-called superabsorbents, which are polymers 
capable of absorbing several times their own weight in 
water or body fluid. The pulp body is often compressed, 
partly to reduce the bulk of the body and partly to 
increase its liquid wicking capacity. 

The absorbent body may also include other constit- 
uents, for instance constituents which will improve its 
liquid acquisation properties or its liquid wicking proper- 
ties, or to increase its coherency and its ability to resist 
deformation in use. 

The rear side of an absorbent article such as a 
wound dressing is not normally impervious to liquid, but 
is slightly liquid-permeable so that the wound can 
breathe. The bacterial growth rate in a product which 
includes an impervious rear side is normally much 
higher than in a product where the rear side is manufac- 
tured from a material which has some permeability. 
Products whose rear sides are made, for instance, from 
a nonwoven material that has been made hydrophobic 
are therefore more suitable as wound dressings, since 
there is less risk of the wound being infected. One seri- 
ous problem with wound dressings of this kind, however, 
is that the products often leak long before their total 
absorption capacity has been utilized to the full. Among 
other things, this is because the body fluid discharged is 
unable to penetrate into the absorbent material and 
spread to hitherto unused parts of the product, but 
instead leaks from the sides of the dressing or through 
its rear side. The ability of the materials used to dis- 
perse the absorbed liquid or fluid throughout the whole 
of the absorbent body is thus of great importance. 

So-called rewetting is another problem, by which is 
meant that body fluid that has already been observed is 
pressed back against the wearer's skin when the 
absorbent body is subjected to an external force, or by 
gravity. It is generally desired that the surface of the arti- 
cle which lies proximal to the user's skin shall be rela- 
tively dry. A thin wound dressing is desired in many 
instances, so that the dressing can be worn as comfort- 
ably as possible. 

A very large part of the production plant used by 
manufacturers in the production of the aforesaid sani- 
tary articles is comprised of defibration equipment, 
pneumatic conveyor systems and mat-forming equip- 
ment. This equipment is also a serious source of pro- 



duction plant malfunctioning and manufacturing errors. 
This equipment is often followed by equipment for com- 
pressing the finished pulp mat or the finished sanitary 
product. 

5 It is known from European Patent EP 0,444,073 
that a pulp web intended for later defibration, so-called 
dry-formed reel pulp, can be produced with the aid of 
dry-forming processes. Flash-dried paper pulp fibres, 
which may be comprised of thermomechanical pulp, 

10 chemi -thermomechanical pulp CTMP, or chemical 
paper pulp, sulphite pulp or sulphate pulp having a dry- 
ness of about 80%, are delivered by means of an air 
stream in a controlled flow to a forming head mounted 
above a wire and thereby formed into a web having a 

is surface weight of 300-1 ,500 g/m 2 and a density of 550- 
1,000 kg/m 3 . The vehicle air is removed by suction 
through a suction box mounted beneath the wire. The 
web shall have a moisture content of 50-30%. 

The web is pre-pressed with the intention of reduc- 

20 ing the bulk of the web slightly, prior to finally compress- 
ing the web to a density of 550-1,000 kg/m 3 . The 
pressed web is sufficiently strong to enable it to be 
rolled-up or handled in sheet form for storage and trans- 
portation purposes. The pulp can be readily defibered 

25 and is intended to be transferred in the form of fluff for 
use in the manufacture of absorbent bodies in diapers, 
sanitary napkins and like products. A similar method is 
known from GB-A-2 115 702. 

Another method of manufacturing an absorbent 

30 structure is described in EP 0,122,042, wherein a mix- 
ture of hydrophilic fibres and water-insoluble hydrogel 
particles are air-laid to form a web and compressed to a 
density of about 0.15-1 .0 g/cm 3 . This method, however, 
includes a number of production stages in which celiu- 

35 lose pulp, normally contained in the form of bales or 
sheet reels, is first defibered in a hammer mill to obtain 
cellulose fibres in the form of fluff pulp, whereafter the 
fbres are laid on a forming belt and formed into the 
absorbent structure, which is then compressed. These 

40 production stages make this process relatively compli- 
cated and expensive. 

In the case of certain sanitary article production 
applications, it is suitable to soften dry-formed reel pulp 
prior to its use as absorbent material. This softening 

45 process does not effect the earlier mentioned good 
absorbent properties, wicking properties and swelling 
properties of the pulp to any great extent. One method 
of softening an absorbent sheet is described in EP 
0,360,472, according to which the compressed absorb- 
so errt material is worked between partially cutting rolls and 
therewith softened. However, this method results in a 
reduction in the strength of the softened material, 
among other things. 

55 Summary of the Invention 

The object of the present invention is to provide an 
absorbent structure in an absorbent article of the kind 
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defined in the introduction which will exhibit good 
absorption properties, primarily with regard to its ability 
to disperse liquid in the material. The material will pref- 
erably also have low rewetting tendencies and shall be 
capable of being made very thin. Another object is to 5 
provide a simplified method of producing absorbent arti- 
cles of the kind defined in the introduction. This has 
been realized in accordance with the invention with a 
method of manufacture in which material in particle form 
and including 80-1 00 percent, preferably at least 85 per- w 
cent and more preferably at least 90 percent flash-dried 
cellulose fibres is dry-formed to a web that has a sur- 
face weight of 100-1,000 g/m 2 and compressed to a 
density of 0.1-0.5 g/cm 3 , and in which the web is incor- 
porated as an absorbent structure in an absorbent arti- 15 
cle without subsequent defibration and fluff-forming, 
wherein the absorbent article has a rear side which is 
made of a liquid-repelling but vapour-permeable mate- 
rial. 

20 

Brief Description of the Drawings 

The invention will now be described in more detail 
with reference to a number of exemplifying embodi- 
ments thereof and also with reference to the accompa- 25 
nying drawings, in which 

Figure 1 illustrates the absorption properties of a 
dry-formed CTMP-material after being worked 
between rolls which are spaced at different dis- 30 
tances apart. Conventionally formed and com- 
pressed pulp mats of CTMP and chemical pulp 
respectively are used as references. 

Figure 2 illustrates the absorption properties of a 35 
softened dry-formed CTMP-material. Convention- 
ally formed and compressed pulp mats of CTMP 
and chemical pulp respectively are used as refer- 
ences. 

40 

Figure 3 illustrates the rewetting tendency of non- 
softened and softened absorbent structures having 
a core which was manufactured from dry-formed 
CTMP, with and without a superabsorbent admix- 
ture, the liquid absorbed being blood. 45 

Figure 4 illustrates the rewetting tendency of a com- 
plete absorbent article having a core manufactured 
from dry-formed CTMP, the liquid absorbed being 
blood. Conventionally manufactured products of so 
corresponding composition are used as a refer- 
ence. 

Figure 5 illustrates the growth rate of different 
microorganisms in test products whose rear sides 55 
were made of nonwoven material that had been 
made hydrophobic and an impervious polyethylene 
film, and whose rear sides only were made of non- 



woven material that had been made hydrophobic, 
respectively. 

Figure 6 illustrates schematically the construction 
of an inventive absorbent article. 

Figure 7 is a cross-sectional, schematic view of the 
material in an unsoftened state. 

Figure 8 is a cross-sectional, schematic view of the 
material in a softened state. 

Description of the Invention 

As before mentioned, important properties of the 
material used in the manufacture of a sanitary product, 
such as an absorbent wound dressing or the like, are its 
absorption capacity, absorption rate, wicking ability, fluid 
drainage ability, coherency, rewetting tendencies, soft- 
ness and smoothness. The liquids in question are blood 
and wound fluids. 

The object of the present invention is to provide in 
an absorbent article, such as a wound dressing and like 
articles, an absorbent structure which has extremely 
good absorption properties, primarily with regard to its 
ability to spread liquid throughout the material. The 
material will also preferably have low rewetting tenden- 
cies and shall be capable of being made very thin and 
pliant. It is also an object to simplify the manufacturing 
process. A finished absorbent material in reel form that 
can be used without defibering the material would 
reduce partially the need of the earlier mentioned defi- 
bration equipment, pneumatic conveyor system and 
mat-forming equipment, and consequently there is a 
desire for absorbent material ot this nature. 

The aforesaid objects of the invention have been 
achieved with a method of manufacture in which mate- 
rial in particle form and comprised of 80-100 percent by 
weight, preferably at least 85 percent by weight and 
more preferably at least 90 percent by weight flash- 
dried cellulose fibres is dry-formed to a web having a 
surface weight of 100-1 ,000 g/m 2 and compressed to a 
density of 0.2-0.5 g/cm 3 , and in which the web is incor- 
porated as an absorbent structure in an absorbent arti- 
cle without subsequent defibration and fluffing, and in 
which the rear side of the absorbent article is comprised 
of a liquid-repelling but vapour-permeable material. 

When practicing the present invention, there is 
used a dry-formed product manufactured from mechan- 
ical pulp or chemi-thermomechanical pulp (CTMP), or a 
corresponding product manufactured from sulphite pulp 
or sulphate pulp, so-called chemical cellulose pulp. Cel- 
lulose fibres that have been stiffened chemically may 
also be used. The dry-formed product may also incor- 
porate other particulate constituents, for instance super- 
absorbents, thermoplastic binding fibres and other 
types of fibre. 

Dry-formed reel pulp has very good absorption, 
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wicking and swelling properties when in an unworked 
state, and it has been found possible to use the material 
as absorption material in sanitary articles without 
directly defibering the material. It has also been found 
that because of the good wicking properties of dry- 
formed reel pulp, it is possible to use on the rear side of 
the article a material which is more permeable than the 
absorption materials used conventionally in the absorb- 
ent structure. This is beneficial to the treatment and 
healing of wounds. To enable the material to be used in 
absorbent wound dressings, it is suitable to soften the 
material in some way or another. One method of soften- 
ing the material is described below. 

Dry-formed reel pulp has good coherency, which 
means that when superabsorbent materials are used 
they are able to bind effectively to the absorbent struc- 
ture and will not therefore be spread in the surroundings 
of the plant machinery during the continued manufac- 
ture of the absorbent sanitary articles. 

Dry-formed cellulose pulp can be produced, for 
instance, by forming a web of flash-dried paper pulp 
fibres in accordance with the method described in EP 
0,444,073. 

Cellulose pulp fibres have a so-called curl value 
which defines the curl of the fibre. Curl value can be 
measured by the method described by B.D. Jordan, 
N.G. Nguyen in Papper och Tra 4/1986, page 313. 

Softening of the Material 

The material can be softened to an extent which 
renders it extremely suitable for use as absorption 
material in absorbent wound dressings, by working dry- 
formed reel pulp between wave-shaped rolls for 
instance. The material can be softened to mutually dif- 
ferent extents, by working the material between different 
types of rolls and at different roll spacings or nip sizes. 
The aforesaid good absorption properties are not influ- 
enced to any great extent by the softening process. 

In the softening process, the material is delami- 
nated so as to form a plurality of partially separated thin 
fibre layers. This is illustrated schematically in Figures 7 
and 8. The material 61 that has not been softened will 
normally have a uniform high density throughout its 
entire thickness. The softening process delaminates the 
material and forms a plurality of partially separated 63 
fibre layers 62. This softening and delaminating process 
reduces the total density of the material to some extent, 
while essentially retaining the original density in each 
individual layer. As a result of retaining a very high den- 
sity in the individual layers, the good wicking properties 
of the material are retained despite the increase in bulk 
that occurs in conjunction with softening the material. 
The total bulk is increased by up to 300%, normally 1 - 
100% by the softening process, depending on the 
method applied and the extent to which the material is 
softened. 

The aforedescribed method of softening the mate- 



rial shall be seen merely as an example, and other 
methods may also be applied to achieve corresponding 
results. Examples of other methods which may be used 
in this regard are softening with the aid of ultrasonic 
5 processes, microwaves, moisturizing, or with the aid of 
chemical additives. 

investigating the Properties of the Material 

10 Different test equipment were used to evaluate the 
absorption properties of the material, as described 
below. 

Method 1 Absorption Properties Up a Sloping Surface 

15 

A rectangular sample body was punched from the 
material and a line was drawn across the body at a point 
1 1 cm from one short end thereof. A liquid-containing 
vessel was placed adjacent laboratory scales and both 
20 the scales and the liquid-containing vessel were 
adjusted to a horizontal position. A plexiglass plate was 
placed on the scales at an angle of 30°, with one free 
edge of the plate extending down into the vessel. A line 
had been drawn across the plate at a point 1 1 cm from 
2S the lower edge of said plate. Sample liquid (0.9% NaCI- 
solution) was poured into the vessel until 20 mm of the 
plexiglass plate was located beneath the surface of the 
liquid. The sample body was affixed to the plate, so that 
the line on the sample body coincided with the line on 
30 the plate while folding away the lower part of the sample 
body out of contact with the sample liquid. A clock was 
started at the same time as the sample body was 
placed on the plexiglass plate. The sample body was 
placed on the plate so as to extend into the sample soiu- 
35 tion to the same depth as the plexiglass plate. The 
increase in weight of the sample body was recorded 
with time. 

Method 2 Determining Blood Absorption and Rewettinq 

40 

A sample body measuring 65 x 200 mm was 
punched from the material. 5 ml of sample liquid (0.9% 
NaCI-solution) were applied to the wetting point of the 
sample body. Dispersion of the liquid was measured 
45 after about 30 minutes. A further 5 ml of sample liquid 
(0.9% NaCI-solution) were added and dispersion of the 
liquid was measured after about a further 30 minutes. 
After this last addition, eight filter papers were placed 
over the wetting point and a load of 4.875 kg was 
so applied for a period of 15 seconds. The filter papers 
were weighed before and after applying the load and the 
rewetting was recorded. 

Method 3 Determining Bacterial Growth 



Two types of test product were produced. The test 
products comprised conventionally an absorbent body 
of defibered cellulose pulp measuring 10 x 10 cm and 



15 



20 



25 



30 



35 



40 



45 



50 



55 



4 



7 



EP0 758 219 B1 



8 



had a surface weight of 300 g/m 2 and a density of 0.15 
g/m 3 , and was enclosed between a liquid-permeable 
top sheet made of soft nonwoven material, 20 g/m 2 , and 
a backing sheet. The nonwoven material and the back- 
ing sheet had parts which extended beyond the absorb- 5 
ent body and were joined together at these parts. 
Sample B had a material at the rear side that had been 
made hydrophobic, and sample A had an impervious 
polyethylene film between the nonwoven material that 
had been made hydrophobic and the absorbent body, w 
Bacteria suspensions containing Staphylococcus 
aureus, Pseudomonas aeruginosa, and Clostridium 
sporogenes respectively and a yeast suspension con- 
taining Candida albicans was prepared, and from each 
suspension, 10 ml dosages containing about 1,000 
CFU per dosage of the bacteria suspension of Staphy- 
lococcus aureus, and Clostridium sporogenes, 
respectively, and about 500 CFU per dosage of the bac- 
terial suspension of Pseudomonas aeruginosa, and 
about 50 CFU per dosage of the yeast suspension of 
Candida albicans were taken. Dosages of 10 ml of 
each of the suspensions was added to each test prod- 
uct of the types A and B respectively, whereafter these 
products were incubated at 30°C for 40 hours. The 
number of bacteria in the samples was then measured. 

Sample A Test product having a rear side made of 
nonwoven material that has been made 
hydrophobic and impervious polyethylene 
film. 

Sample B Test product having a rear side made of 
nonwoven material that has been made 
hydrophobic. 

Softening 

A material was tested under different softening con- 
ditions, with the intention of establishing how the mate- 
rial was affected by being softened between softening 
rollers at different roll spacings. When softening the 
material, a suitable roll spacing is 0.7-2.4 mm in the 
case of a dry-formed CTMP-material having a surface 
weight of 900 g/m 2 and a density of 0.63 g/cm 3 for 
instance, and the material is not affected to any appre- 
ciable extent by different roll spacings within this range. 
Figure 1 illustrates the absorption properties at different 
roll spacings. The results are measured in accordance 
with Method 1. 

A Inventive material, roll spacing 1 .7 mm. 
B Inventive material, roil spacing 2.0 mm. 
C Inventive material, roll spacing 2.4 mm. 
D Inventive material, roll spacing 2.0 mm, softened 
twice. 

E Inventive material, roll spacing 2.0 mm, softened 



four times. 
F CTMP-pulp, density 0. 1 25 g/cm 3 . 
G Chemical sulphate pulp, density 0.1 25 g/cm 3 . 

Absorption Properties of Absorbent Structure 

Figure 2 illustrates the absorption properties of a 
CTMP-material according to the invention having a sur- 
face weight of 900 g/m 2 and a density of 0.63 g/cm 3 
compared with corresponding pulp cores of convention- 
ally def ibered and mat-formed CTMP and correspond- 
ing chemical pulp. The absorption capacity in the 
absence of superabsorbent material is about 9 g liquid 
per g of absorbent material. The results are measured 
according to Method 1 . 

A Inventive material. 

B CTMP-pulp, density 0.125 g/cm 3 . 

C Chemical sulphate pulp, density 0.1 25 g/cm 3 . 

Determining Rewetting. Specific for Blood Absorption 

With regard to blood absorption, products com- 
prised of softened CTMP-material according to the 
invention were found to have better rewetting values 
than products that had not been softened. The results 
also show that blood absorption products which contain 
no superabsorbent material exhibit lower rewetting val- 
ues than material that contain superabsorbent material. 
Material which contains no superabsorption material 
also disperses blood much better. The results are 
shown in Figure 3 and Figure 4. The reference products 
comprised two different products that occur frequently 
on the market. The results are measured according to 
Method 2. In order to achieve this effect, it is necessary 
for at least one layer of the pulp mat to be free from 
superabsorbent material, although this does not 
exclude the presence of such material in other parts of 
the absorbent article. 

Figure 3 

A Inventive material, 350 g/m 2 . 
B Inventive material, 350 g/m 2 , softened. 
C Inventive material, 350 g/m 2 + 5% superabsorb- 
ent. 

D Inventive material, 350 g/m 2 + 5% superabsorb- 
ent, softened. 

Figure 4 

A Reference product 1 . 
B Reference product 2. 
C Product containing inventive material. 

Bacterid Growth 

The growth of bacteria in the samples comprising 
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an impervious rear side is much greater than in the 
samples whose rear sides comprised hydrophobic non- 
woven material, for all tested microorganisms. The 
results are shown in Figure 5. The results have been 
measured according to Method 3. The results show that 
products whose rear sides are comprised solely of 
hydrophobic nonwoven material are more suited for use 
as wound dressings, since they present less risk of 
wound infection. 

Sample A Test product having a rear side made of 
nonwoven material that has been made 
hydrophobic and impervious polyethylene 
film. 

Sample B Test product having a rear side made of 
nonwoven material that has been made 
hydrophobic. 

Network Strength 

The mat strength of dry-formed reel pulp is nor- 
mally sufficient for those product applications intended 
here. Should the network strength prove insufficient in 
certain product applications, the network strength can 
be increased by reinforcing the structure in an appropri- 
ate manner, by adding reinforcement fibres, binding 
fibres or binding agent to the cellulose fibre mixture. The 
network strength may also be improved by inserting into 
the absorbent structure a reinforcement layer of plastic, 
nonwoven, net or threads for instance, or by fastening a 
reinforcing sheet or a surface sheet to one or both sides 
of the material. 

Density and Surface Weight 

The softened pulp mat is still very thin, and conse- 
quently it is unnecessary in many cases to further com- 
press the mat prior to its use in an absorbent article. A 
suitable density is 0. 10-0.50 g/cm 3 , preferably 0.20-0.45 
g/cm 3 and more preferably 0.30-0.40 g/cm 3 . A suitable 
surface weight is 100-1,000 g/m 2 , preferably 150-800 
g/m 2 and more preferably 200-700 g/m 2 . A Mitutoyo 
thickness meter was used to measure the thickness of 
the material when calculating the density. 

Description Qf an Exemplifying Embodiment 

Figure 6 illustrates an exemplifying embodiment of 
an inventive wound dressing. The wound dressing com- 
prises conventionally an absorbent body 11 which is 
enclosed between a liquid-permeable top sheet 12, suit- 
ably comprised of soft nonwoven material, a perforated 
plastic film or the like, and which lies proximal to the 
wearer in use, and a liquid-repelling bottom or backing 
sheet 13. The sheets 12 and 13 have parts which 
extend beyond the absorbent body 1 1 and are joined 
together at these parts. A thin liquid-permeable layer or 



sheet (not shown), for instance of nonwoven material, 
may be placed between the top sheet 12 and the 
absorption body 11. The bottom sheet 13 is comprised 
suitably of a suitable liquid-repelling material, for 
5 instance a nonwoven material that has been made 
hydrophobic. It will be understood that the top and the 
bottom sheets may be made of other known materials, 
within the scope of the invention. 

The illustrated absorbent body 1 1 includes only a 
10 single layer. This layer may be comprised of dry-formed 
material according to the invention and may have a rel- 
atively open fibre structure of relatively low density, and 
may contain 0-1 0% superabsorbent material. A suitable 
density range in the case of the absorbent body 1 1 is 
75 0.20-0.50 g/cm 3 , while a suitable surface weight is 200- 
700 g/m 2 . When the absorbent body 1 1 is comprised of 
a CTMP-material or some other material that has a yel- 
lowish or brownish colour, a covering layer of white 
chemical pulp may optionally be applied to the absorb- 
ed ent body. 

It will be understood that the invention is not limited 
to the illustrated exemplifying embodiments thereof and 
that other embodiments can be applied within the scope 
of the following Claims. 

25 

Claims 

1 . A method for producing an absorbent structure (1 1) 
in an absorbent article such as a wound dressing 

30 and like article, wherein the absorbent article has a 
rear side (13) which is comprised of liquid-repelling 
but vapour permeable material, characterized by 
dry-forming material in particle form which com- 
prises flash-dried cellulose fibres into a web with a 

35 surface weight of 80-1 ,000 g/m 2 , compressing the 
web to a density of 0.10-0.50 g/cm 3 , and incorpo- 
rating the web as an absorbent structure (1 1) in an 
absoibent article without subsequent defibration 
and fluffing of the web. 

40 

2. A method for producing an absorbent structure (11) 
according to Claim 1 , characterized by compress- 
ing the web to a density of 0.20-0.45 g/cm 3 , prefer- 
ably 0.30-0.40 g/cm 3 . 

45 

3. A method for producing an absorbent structure (11) 
in accordance with any one of the preceding 
Claims, characterized by softening the web 
mechanically and therewith delaminating said web 

so and forming a plurality of partially separated thin 
fibre layers prior to incorporating the web in an 
absorbent article. 

4. An absorbent structure (11) consisting of a web of 
55 dry-formed material in particle form comprising 

flash-dried and compressed cellulose fibres and 
having a surface weight of 80-1.000 g/cm 2 and a 
density of 0.10-0.50 g/cm 3 , where said absorbent 
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structure has not been del ibrated or fluffed. 

5. An absorbent structure (11) according to Claim 4, 
characterized in that the structure has a surface 
weight of 150-800 g/m 2 preferably 200-700 g/m 2 

6. An absorbent structure (11) according to Claim 4 or 
5, characterized in that the cellulose fibres are 
essentially comprised of fibres of chemithermome- 
chanically produced pulp. 

7. An absorbent structure (11) according to Claim 6, 
characterized in that the chemithermomechanical 
pulp fibres have a curl value of 0.20-0.40. 

8. An absorbent structure (1 1 ) according to any one of 
Claims 4-7, characterized in that at least a part of 
the fibres are chemically stiffened cellulose fibres. 

9. An absorbent structure (11) according to any one of 
the preceding Claims, characterized in that the 
structure includes at most 20 percent by weight, 
preferably at most 10 percent by weight and more 
preferably at most 5 percent by weight superab- 
sorbent material, calculated on the total weight of 
the structure in a dry state. 

1 0. An absorbent structure (1 1 ) according to any one of 
the preceding Claims, characterized in that the 
structure includes reinforcement agent, for instance 
binder, reinforcing fibres or thermoplastic binding 
fibres. 

1 1 . An absorbent structure (1 1) according to any one of 
the preceding Claims, characterized in that the 
structure includes a reinforcing layer of nonwoven, 
tissue, plastic or net, for instance. 

12. An absorbent article such as a wound dressing and 
like article comprising a liquid-permeable top sheet 
(12), a liquid-repelling but vapour-permeable bot- 
tom or backing sheet (13) and an absorbent body 
(11) enclosed between said sheets, characterized 
in that the absorbent body (1 1) includes an absorb- 
ent structure (11) according to any one of Claims 4- 
11. 

13. An absorbent article according to Claim 12, char- 
acterized in that the absorbent structure (11) 
includes essentially fibres of chemithermomechan- 
ically produced pulp; and in that the structure 
includes between 0-10 percent by weight superab- 
sorbent material, calculated on the total weight of 
the structure in a dry state. 

1 4. An absorbent article according to any one of Claims 
12 and 13, characterized in that the absorbent 
structure (1 1) is provided with a fully covering layer 



of chemical pulp on one side thereof. 
Patentanspruche 

5 1. Verfahren zum Herstelien einer absorbierenden 
Struktur (11) in einem absorbierendem Artikel, wie 
zum Beispiel ein Wundverband und dergleichen 
mehr, bei dem der absorbierende Artikel eine Ruck- 
seite (1 3) besitzt, die aus f lussigkeitsabstoBendem, 

10 aber dampfdurchiassigem Material besteht, 
gekennzeichnet durch Dryforming von in Partikel- 
form vorliegendem Material, das schnellgetrocke- 
nete Zellulosefasern umfaBt, in eine Bahn mit 
einem Fiachengewicht von 80-1000 g/m 2 , Zusam- 

75 menpressen der Bahn auf eine Dichte von 0,10- 
0,50 g/m 3 und Einfugen der Bahn als absorbie- 
rende Struktur (1 1) in einen absorbierenden Artikel 
ohne nachfolgende Zerfaserung und Fluff-Bildung. 

20 2. Verfahren zum Herstelien einer absorbierenden 
Struktur (11) nach Anspruch 1, gekennzeichnet 
durch Zusammenpressen der Bahn auf eine 
Dichte von 0,20-0,45 g/m 3 , vorzugsweise 0,30-0,40 
g/m 3 . 

25 

3. Verfahren zum Herstelien einer absorbierenden 
Struktur (11) nach einem der vorhergehenden 
Anspruche, gekennzeichnet durch mechanisches 
Weichmachen der Bahn und hiermit Delaminieren 

30 der Bahn und Formen einer Vielzahl teilweise sepa- 
rierter dunner Faserschichten vor dem Einfugen 
der Bahn in, einen absorbierenden Artikel. 

4. Absorbierende Struktur (11), bestehend aus einer 
35 Bahn aus trockengeformtem Material in Partikel- 

form, umfassend schnellgetrockenete und zusam- 
mengepresste Zellulosefasern, und ein 
Fiachengewicht von 80-1000 g/m 3 und eine Dichte 
von 0,10-0,50 g/m 3 aufweisend, wobei die absor- 
40 bierende Struktur nicht zerfasert Oder geflufft 
wurde. 

5. Absorbierende Struktur (11) nach Anspruch 4, 
dadurch gekennzeichnet, daB die Struktur ein 

45 Fiachengewicht von 150-800 g/m 2 , vorzugsweise 
200-700 g/m 2 , besitzt. 

6. Absorbierende Struktur (11) nach Anspruch 4 oder 
5, dadurch gekennzeichnet, daB die Zellulosefa- 

50 sern im wesentlichen aus Fasern aus chemither- 
momechanisch hergestelltem Zellstoff bestehen. 

7. Absorbierende Struktur (11) nach Anspruch 6, 
dadurch gekennzeichnet, daB die chemithermo- 

55 mechanisch hergestellten Zellstoffasern einen 
Curl-Wert von 0,20-0,40 haben. 

8. Absorbierende Struktur (11) nach einem der 
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Anspruche 4-7, dadurch gekennzeichnet, daB 

zumindest ein Teil der Fasern chemisch versteifte 
Zellulossefasern sind. 

9. Absorbierende Struktur (11) nach einem der 
Anspruche 4-7, dadurch gekennzeichnet, daB die 
Struktur hOchstens 20 Gewichtsprozent, vorzugs- 
weise hochstens 10 Gewichtsprozent und bevor- 
zugtermaBen 5 Gewichtsprozent hochsaugfahiges 
Material beinhaltet, berechnet vom Strukturgesamt- 
gewicht in trockenem Zustand. 

10. Absorbierende Struktur (11) nach einem der vor- 
hergehenden Anspruche, dadurch gekenn- 
zeichnet, daB die Struktur ein Verstdrkungsmittel, 
beispielsweise ein Bindemittel, Verstarkungsfasern 
Oder thermoplastische Bindefasern, beinhaltet. 

11. Absorbierende Struktur (11) nach einem der vor- 
hergehenden Anspruche, dadurch gekenn- 
zeichnet, daB die Struktur eine 
Verstarkungsschicht aus beispielsweise Vlies, 
Gewebe, Kunststoff oder Netz beinhaltet. 

12. Absorbierender Artikel, wie beispielsweise ein 
Wundverband und dergleichen mehr, umfassend 
eine flussigkeitsdurchiassige Oberlage (12), eine 
flussigkeitsabstoBende, aber dampfdurchiassige 
Grund- oder Stutzlage (13) und einen zwischen 
den Lagen eingeschlossenen absorbierenden KOr- 
per (11), dadurch gekennzeichnet, daB der 
absorbierende KOrper (11) eine absorbierende 
Struktur nach einem der AnsprOche 4-11 beinhal- 
tet. 

13. Absorbierender Artikel nach Anspruch 12, dadurch 
gekennzeichnet, daB die absorbierende Struktur 
(11) im wesentlichen Fasern aus chemithermome- 
chanisch hergestelitem Zellstoff beinhaltet, und 
daB die Struktur zwischen 0-10 Gewichtsprozent 
hochsaugfahigem Material beinhaltet, berechnet 
vom Gesamtgewicht der Struktur in trockenem 
Zustand. 

14. Absorbierender Artikel nach einem der Anspruche 
12 und 13, dadurch gekennzeichnet, daB die 
absorbierende Struktur (11) auf einer Seite mit 
einer vollstandig bedeckenden Schicht aus chemi- 
schem Zellstoff versehen ist. 

Revendications 

1. Proc6d6 de production d'une structure absorbante 
(11) dans un article absorbant comme un panse- 
ment ou analogue, dans lequel I'article absorbant a 
une face arri&re (13) qui est composae d'un mata- 
riau repoussant les liquides mais permeable a la 
vapeur, caract£ris6 par la formation a sec d'un 



matgriau sous forme particulate qui comprend des 
fibres de cellulose s£ch£es rapidement pour don- 
ner une nappe ayant une masse surfacique de 80 a 
1000 g/m 2 , la compression de la nappe jusqu'a une 
5 density de 0, 1 0 a 0,50 g/m 3 , et incorporation de la 
nappe en tarrt que structure absorbante (11) dans 
un article absorbant sans avoir ensu'rte de d6fi- 
brage ni de mise sous forrne de fluff de la nappe. 

10 2. Proc6d6 de production d'une structure absorbante 
(11) selon la revendication 1, caract6ris6 par une 
compression de la nappe jusqu'a une density de 
0,20 a 0,45 g/cm 3 et de prafarence de 0,30 a 0,40 
g/cm 3 . 

75 

3. Proc6d6 de production d'une structure absorbante 
(11) selon I'une quelconque des pr£c6dentes 
revendications, caract£ris£ par un assouplissement 
m£canique de la nappe et, en m§me temps, une 
20 d&amination de ladite nappe et la formation d'une 
plurality de minces couches de fibres partiellement 
s6par6es avant I'incorporation de la nappe dans un 
article absorbant. 

25 4. Structure absorbante (11) faite d'une nappe de 
matariau forma a sec sous forme particulaire, com- 
prenant des fibres de cellulose s£ch£es rapidement 
et comprimaes, ayant une masse surfacique de 80 
a 1000 g/m 2 et une densita de 0,10 a 0,50 g/m 3 , 

30 ladite structure absorbante n'ayant ata ni d£f ibr£e 
ni mise sous forme de fluff. 

5. Structure absorbante (11) selon la revendication 4, 
caractarisae en ce que la structure a une masse 

35 surfacique de 150 a 800 g/m 2 et de prafarence de 
200 a 700 g/m 2 

6. Structure absorbante (11) selon la revendication 4 
ou 5, caractarisae en ce que les fibres de cellulose 

40 sont essentiellement fartes de fibres de pulpe pro- 
duite par voie chimio-thermo-macanique. 

7. Structure absorbante (11) selon la revendication 6. 
caractarisae en ce que les fibres de pulpe chimio- 

45 thermo-macanique ont un degr6 de frisure compris 
entre 0,20 et 0,40. 

8. Structure absorbante (1 1) selon Tune quelconque 
des revendications 4 a 7, caractarisae en ce que 

so une partie au moins des fibres sont des fibres de 
cellulose rigidif iaes chimiquement. 

9. Structure absorbante (11) selon I'une quelconque 
des pracadentes revendications. caractarisae en ce 

55 que la structure contient au plus 20% en poids, de 
prafarence au plus 10% en poids et mieux encore 
au plus 5% en poids, d'un matariau superabsor- 
bant, cette valeur atant rapportae au poids total de 
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la structure & l'6tat sec. 

10. Structure absorbante (11) selon I'une quelconque 
des pr6c6dentes revendications, caract6ris6e en ce 
que la structure contient un agent de renfort, par s 
exemple un liant, des fibres de renfort ou des fibres 
de liaison thermoplastiques. 

11. Structure absorbante (11) selon Tune quelconque 
des pr6c6dentes revendications, caracteris6e en ce io 
que la structure contient une couche de renfort en 
non tiss£, en tissu papier, en matfere plastique ou 

en voile par exemple. 

12. Article absorbant comme un pansement ou analo- is 
gue, comprenant une feuille sup£rieure (12) per- 
meable aux iiquides, une feuille inferieure ou de 
support (13) repoussant les Iiquides mais permea- 
ble & la vapeur, et un corps absorbant (11) enferme 
entre lesdites feuilles, caract6ris6 en ce que le 20 
corps absorbant (11) contient une structure absor- 
bante selon I'une quelconque des revendications 4 

13. Article absorbant selon la revendication 12, carac- 25 
t£ris6 en ce que la structure absorbante (11) con- 
tient essentiellement des fibres de pulpe produite 
par voie chimio-thermo-m6canique et en ce que la 
structure contient entre 0 et 10% en poids d'un 
matfriau superabsorbant, valeur calcutee par rap- 30 
port au poids total de la structure k l'6tat sec. 

14. Article absorbante selon Tune quelconque des 
revendications 12 et 13, caract6ris6 en ce que la 
structure absorbante (1 1 ) comporte sur une de ses 35 
faces une couche de pulpe chimique la recouvrant 
totalement. 
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